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(54) TERMINAL PROCESSING METHOD FOR MOLDING 

(57)Abstract 

PROBLEM TO BE SOLVED: To make it hard to generate defects 
caused by marks, recesses and the like on a decorative film on the 
design side in the case when a molding material with the decorative 
film on its surface is terminal processed by hot press molding. 
SOLUTION: In a molding terminal processing method in which a 
terminal back face of a molding material formed of a base on which a 
decorative film is laminated and formed into a given sectional shape is 
cut and removed partially and the terminal is introduced into a 
terminal molding cavity 43 of a press molding tool 41, heated and 
softened and then mold clamping is carried out and the cut and 
removed section of the molding material is press molded into the 
required shape, a protective film 31 is stuck preliminarily on the 
surface of the decorative film 21 of the molding material and press 
molded. 
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JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] After having excised partially the terminal rear face of the mall material which the 
laminating of the ornament film was carried out to the base material front face, and was made into 
the predetermined cross-section configuration, introducing the terminal concerned into the terminal 
shaping cavity of a press-forming mold and carrying out heating softening, The terminal processing 
approach of molding which sticks a protection film on the ornament film front face of said mall 
material beforehand, and is characterized by said thing [ carrying out press forming ] in the terminal 
processing approach of molding which carries out [ mold closure ] and carries out press forming of 
the excision section of this mall material to a necessary configuration. 

[Claim 2] The terminal processing approach of molding characterized by the elongation of a 
protection film being beyond the elongation of the surface layer of an ornament film in claim 1. 
[Claim 3] The terminal processing approach of molding characterized by the degree of hardness of a 
protection film being 60 - 90 degrees by the Shore A degree of hardness in claims 1 or 2. 
[Claim 4] The terminal processing approach of molding characterized by the thickness of a 
protection film being 0.05-0. 3mm in claim 1 thru/or either of 3. 



[Translation done.] 
* NOTICES * 

JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention relates to the terminal processing approach of molding. 
[0002] 

[Description of the Prior Art] A car is equipped with long and slender band-like molding made from 
plastics for the purpose of car-body protection, an ornament, etc. at a car body etc. in many cases. 
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Moreover, since molding is made into what has a long predetermined cross-section configuration, 
what cut the mall material which consists of an extrusion-molding article in the predetermined 
dimension from points, such as increase in efficiency of fabrication operation, is used abundantly. 
Furthermore, in carrying out terminal processing, or sticking on the car-body side face of an 
automobile and using for a necessary configuration as a side mall, in order to raise the fine sight of 
the edge if it is in the mall material cut to said predetermined length, in order to avoid interference 
of the mall terminal at the time of door closing motion, processing a terminal into a light-gage 
configuration is performed. 

[0003] Conventionally, the heat press-forming method is used abundantly as the terminal processing 
approach of molding. By the heat press-forming method, after cutting the extrusion-molding article 
of a predetermined cross-section configuration first, forming the mall material of necessary length 
and carrying out requirements excision of the rear face to the terminal of the mall material, heating 
softening of the terminal is carried out and press forming is carried out to a necessary configuration 
with a press-forming mold. 

[0004] By the way, recently, since the fanciness of molding is raised more, as shown in drawing 9 , 
the mall material 50 which carried out the laminating of the ornament film 61 may be used for the 
front face of the mall base material 51 which consists of vinyl chloride resin (PVC) etc. The 
ornament film 61 consists of a configuration of having formed the ornament film 63 which consists 
of vacuum evaporationo or printing of aluminum, chromium, etc. in the rear face of the surface layer 
62 which consists of bright films, such as PET (polyethylene terephthalate), and the Pori vinyl 
fluoride, ETFE (ethylene ethylene tetrafluoride copolymer), and a laminating is carried out to mall 
base material 51 front face through the flesh-side surface layer 65 of the same quality of the 
material as adhesives 64 and the mall base material 51 at the time of extrusion molding of the mall 
base material 51. 

[0005] However, if heat press forming tends to perform terminal processing to the mall material 
which formed said ornament film 61 It carries out [ that a uniform pressure joins the design side side 
of a mall material neither by the amount of rear-face cutting, nor the variation of cross-section 
******, or air is shut up depending on the terminal configuration of molding between a press- 
forming mold and the front face by the side of the design side of a mall material, etc. and ]. As 
shown in drawing 10 and drawing 1 1 , the concave configuration 73 remains in the design side 72 of 
the molding terminal 71 acquired, and there is a problem by which an appearance is spoiled. 
Furthermore, the marks by a small blemish, dust, etc. on a mold face remain in the front face of an 
ornament film, and since the marks tend to be conspicuous from the mall material with which an 
ornament film moreover does not exist, there is also a problem to which fanciness falls on the 
contrary. 

[0006] Moreover, if it is in the mall material 50 which formed said ornament film 61, the surface 
ornament film 61 tends to get damaged in the cases, such as a set to a press-forming mold, and 
there is also a problem on which the blemish is conspicuous. 
[0007] 

[Problem(s) to be Solved by the Invention] Fault which was made in view of the aforementioned 
point , and becomes an ornament film by the side of a design side from a blemish , a concave 
configuration , etc. in case terminal processing of the mall material which prepared the ornament film 
in the front face is carried out by heat press forming is made hard to produce , and this invention 
enables it to acquire the good molding terminal of an appearance . 
[0008] 

[Means for Solving the Problem] After this invention having excised partially the terminal rear face 
of the mall material with which the laminating of the ornament film was carried out, and it was made 
into the predetermined cross-section configuration on the base material front face, introducing the 
terminal concerned into the terminal shaping cavity of a press-forming mold and carrying out 
heating softening, In the terminal processing approach of molding which carries out [ mold closure ] 
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and carries out press forming of the excision section of this mall material to a necessary 
configuration, a protection film is beforehand stuck on the ornament film front face of said mall 
material, and it is characterized by said thing [ carrying out press forming ]. 
[0009] 

[Embodiment of the Invention] According to an attached drawing, this invention is explained below. 
The perspective view in which the expanded sectional view and drawing 2 which shows the 
configuration of an example of a mall material [ in / in drawing 1 / this invention ] show the 
perspective view of the mall material of drawing 1 , and drawing 3 shows the mall material after 
rear-face excision, the sectional view in which drawing 4 shows the arrangement condition to a 
press-forming mold, the sectional view in which drawing 5 shows the time of heating softening, the 
sectional view in which drawing 6 shows the time of a press, and drawing 7 R> 7 are seven to 7 
sectional view of drawing 6 , and the sectional view of molding which drawing 8 unmolded and be 
obtained 

[0010] As shown in drawing 1 , the configuration of the mall material 10 used in this invention 
consists of what cut the extrusion-molding article with which the laminating of the ornament film 21 
was carried out to the front face by the side of the design side of the mall base material 1 1, the 
laminating of the protection film 31 was further carried out to the front face of that ornament film 
21, and each part material was made one by co-extrusion to predetermined length, although drawing 
2 is the perspective view which looked at the mall material 10 from the rear-face side and it 
consists of the same configuration as drawing 1 — not seeing — **** — in order to prevent **, 
only the mall base material 1 1, the ornament film 21, and the protection film 31 expressed. In 
addition, said ornament film 21 may be formed only in the part by the side of the design side of the 
mall base material 1 1, and the laminating of the protection film 31 may be carried out before 
subsequent press forming. 

[001 1] The mall base material 1 1 consists of thermoplastics, such as PVC or PP (polypropylene). 
The fanciness of the design side of the mall material 1 1 is raised, the ornament film 23 which 
consists of metaled vacuum evaporationo or metaled printing of aluminum, chromium, etc. is formed 
in the rear face of the surface layer 22 which consists of bright films, such as the Pori PET and 
vinyl fluoride and ETFE, and the laminating of the ornament film 21 is carried out to the mall base 
material 11 through the flesh-side surface layer 25 which consists of the quality of the material with 
adhesives 24 and the mall base material 1 1, and compatibility. In addition, this ornament film 21, 
adhesives 24, and the flesh-side surface layer 25 consist of a well-known thing conventionally used 
for the mall material. 

[0012] At the time of the after-mentioned press forming, the protection film 31 is for preventing 
producing fault on the front face of the ornament film 21, and a laminating is carried out at least to 
ornament film 21 front face through the well-known binder 32 by the side of the design side of the 
mall material 1 1 while it protects ornament film 21 front face of the mall material 10. When this 
protection film 31 has bad elongation, it produces faults, such as a wrinkle, on the protection film 31 
in the corner section etc. at the time of subsequent press forming, and has the problem by which 
that wrinkle is imprinted by the ornament film 21 and the fine sight of the design side of molding is 
spoiled. On the other hand, when elongation is too good, there is a problem on which the air bubbles 
shut up between the protection film 31 and the mold face at the time of press forming are imprinted 
by the ornament film 21 through the protection film 31. Therefore, as for said protection film 31, 
what has the elongation beyond the elongation of the surface layer 22 of an ornament film is 
desirable. Elongation constituted the protection film 31 from this example by PVC with a thickness 
of 0.08mm 200% (it measures according to JIS K 6734) to the surface layer 22 of said ornament film 
being ETFE of 180% of elongation percentages (it measures according to JIS K 6734). Moreover, 
when too thick, those with disagreeable ** to which the size enlargement of the corner section 
becomes loose at the time of press forming, and since it stops achieving said function of the 
protection film 31 when too thin, it is desirable [ the thickness of the protection film 31 ] to be 
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referred to as 0.05-0.3mm. Furthermore, if it becomes difficult to make it meet in the shape of [ of 
the mall base material 1 1 ] surface type and it is too soft, in case a laminating will be carried out to 
ornament film 21 front face, if the protection film 31 is too hard, since it will become easy to imprint 
the air bubbles between mold faces on an ornament film at the time of press forming, it is desirable 
to consider as the range of 60 - 90 degrees by the Shore A degree of hardness, and it has been 
made into 70 degrees by the Shore A degree of hardness by this example. 
[0013] Requirements excision of the terminal 12 rear face 13 of the mall material 10 of the 
predetermined length who consists of said configuration is carried out like drawin g 3 . A sign 14 
shows the excision section, this excision is proper according to the terminal configuration for which 
is for performing easily and certainly size enlargement which can be set at the time of subsequent 
press forming, and molding is asked — amount excision is carried out. 

[0014] Subsequently, like drawing 4 , a rear face 13 is turned upward and the mall material 10 after 
said terminal rear-face excision is arranged on the female mold 42 of the press-forming mold 41. 
The terminal shaping cavity 43 which consists of a terminal configuration of molding is formed in the 
female mold 42 of a press-forming mold, and as terminal 12 edge of the mall material 10 is aground 
run at the inner edge 44 of the cavity 43, the mall material 10 is arranged. Since the protection film 
31 is formed in the design side side of the mall material 10 in that case, even if the design side of 
the mall material 10 may rub against some female mold 42, there is no possibility that a blemish may 
be attached in the ornament film 21. In addition, as for a well-known porous ingredient etc., it is 
[ this female mold 42 ] more desirable to consider as the quality of the material from which air 
bubbles tend to escape. 

[0015] To the rear face 13 of the mall material 10 arranged at said press-forming type of female 
mold 42, like drawing 5 , it heats with the heating means 47, such as an electrical heater, and the 
terminal 12 of the mall material 10 is softened like well-known heat press forming. 
[0016] Subsequently, like drawing 6 , the rear face 13 of the mall material 10 is pressed for the 
press-forming mold 41 by the mold closure meal and the punch 44, and size enlargement of the 
excision section 14 of the terminal 12 of the mall material 10 is carried out to the configuration 
along the mold face 45 of the cavity 43 of female mold 42. Even if air bubbles 48 may be shut up like 
drawing 7 which shows seven to 7 cross section between the protection film 31 of the terminal 12 
of the mall material 10, and the female mold mold face 45 in that case, the air bubbles 48 are 
absorbed by the elongation of the protection film 31, softness, etc., and the effect of them which it 
has on the ornament film 21 inside the protection film 31 is lost, or they become small. 
Consequently, the crevice by air bubbles 48 becomes that it is hard to imprint at the design side 
side of the ornament film 21. Even if the crevice by air bubbles is imprinted, it will be extent which it 
is very small and he hardly notices. Moreover, even if a blemish, dust, etc. exist in the mold face 45 
of female mold 42, an operation of said protection film 31 can protect that a fault configuration is 
imprinted at the design side side of the ornament film 21. The sign 15 in drawing 6 is the weld flash 
which became a surplus at the time of press forming. 

[0017] Then, it will become a desired product, if the molding 17 shown in drawing 8 if the press- 
forming mold 41 is opened and mold goods are taken out is obtained and weld flash 15 is removed. In 
addition, after that, said protection film 31 is removed, when proper. For example, if it is made to 
remove after equipping to an automobile etc., it will be useful to protection of the design side of 
molding in between [ till then ]. 
[0018] 

[Effect of the Invention] Since the laminating of the protection film was carried out to the ornament 
film front face by the side of the design side of a mall material according to the terminal processing 
approach of molding this invention as it illustrated above and having been explained, it can prevent 
the imprint by the air bubbles shut up between mold faces at the time of press forming arising on an 
ornament film front face, and the terminal of molding which has a good design side is acquired. 
Furthermore, it can also prevent the marks by a blemish, dust, etc. which exist in the mold face of a 



file://C:\Documents and Settings\UlloaM\My Documents\JPOEn\JP-A-Hl l-240034.html 12/30/2005 



JP-A-H 11-240034 



Page 5 of 8 



press-forming mold remaining in an ornament film. Moreover, in the cases, such as arrangement to a 
press-forming mold, it can prevent the ornament film of the design side of a mall material getting 
damaged, and further, if a protection film is suitably removed at the time, the time can prevent the 
design side of molding getting damaged after terminal processing. 



[Translation done.] 
* NOTICES * 

JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

1 This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is the expanded sectional view showing the configuration of an example of the mall 
material in this invention. 

[ Drawin g 2] It is the perspective view of the mall material of drawin g 1 . 

[Drawing 3] It is the perspective view showing the mall material after rear-face excision. 

[Drawing 4] It is the sectional view showing the arrangement condition to a press-forming mold. 

[Drawing 5] It is the sectional view showing the time of heating softening. 

[Drawing 6] It is the sectional view showing the time of a press. 

[Drawing 7] It is seven to 7 sectional view of drawing 6 . 

[Drawing 8] It is the sectional view of molding unmolded and obtained. 

[Drawing 9] It is the expanded sectional view showing the configuration of the conventional mall 
material. 

[Drawing 10] It is the perspective view of molding showing the fault by the conventional technique. 
[Drawing 11] It is the sectional view of drawing 10 . 
[Description of Notations] 

10 Mall Material 

1 1 Mall Base Material 

12 Terminal 

13 Rear Face 

21 Ornament Film 

22 Surface Layer 
31 Protection Film 

41 Press-Forming Mold 

42 Female Mold 

43 Terminal Shaping Cavity 
45 Mold Face of Female Mold 



[Translation done.] 
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